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Prediction of Cutting Force in Ball-end mill Cutting using the Commercial Solid Modeler

J. J. Lee (KIMM), C. H. Park (KIMM), J.G. Choi (Univ. of Suncheon), H.S. Park (Univ. of Ulsan)

ABSTRACT

In the metal cutting, machining accuracies had affected by tool deflection that had been generated by acting
cutting force on the cutting edges. Generally, the CAD/CAM and a solid modeler had used for the simulation of
cutting process only. Some NC codes for metal cutting have been generated by these simulation results. But,
machining errors that had generated by the tool deflection has not solved using these system. In this study,
determination algorithm for integration zone has been studied using the commercial solid modeler. The tool
deflection error has calculated by the integration zone between the small chip and the cutting edges.
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Fig. 1 Radial chip thickness and feed for 3-axis tool path
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Fig. 5 Variation of Upper Limit and Lower Limit of
Engaged Cutter during Rotation
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